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CLAIMS 

1 . An in j action molding method wherein a molten resin materic 
which is injected into a cavity defined by a fixed die and a moyable 
die via a runner provided in the fixed die, is introduced from 
a gate provided in the fixed die and is molded;, characterized in 
that: 

when the molten resin material is being chaj^^ged into the 
cavity through the resin reservoir from the galyS, a cut punch, 
which is provided in the side of the movable cjie thatvfcon fronts^ 



the gate through a resin reservoir formed byyxecessing the fixed 
die toward the gate and which is movably pybvided so that the cut 



punch is inserted into the resin reservo^r(so as jto be in slidable 
contact with the resin reservoir, >ias a distal end thereof 
extending in a moving direction thereof that is toward the resin 
reservoir of the cut punch, and thfe distal end is located between 
the resin reservoir and the caylty at such a position as to open 
a communicating portion thai/ allows the resin reservoir and the 
cavity to communicate with each other so that the molten resin 
material is introducedyinto the cavity via^-he resin reservoir; 
and 

when an inner /portion of the resin material that is present 
in the resin ressitvoir is still molten and a portion of the resin 
material thereof that is direct contact with the cooled dies is 
gradually solidified after the molten resin material has been 
charged fnto the cavity and the resin reservoir, the cut punch 
moves/toward theaa^e so that the cut punch is inserted into the 
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resin reservoir, whereby the cut punch not only cloa^ the 
communicating portion while forcibly pushing the still molten 
resin material present in the r^^^ilf^eservoir back into the gate, 
but also cuts the resifir^aterial at the communicating portion so 
that a resiinrr6lded product formed in the cavity is separated from 
Tsin solidified portion formed in the resin reservoir. 



10 



2. An [injection molding method according to claim 1, wherein 
a plurality of resin molded products are molded by a plurality 
of the cavities, the resin reservoirs and the cut punches, 



3- An 1 injection molding method according to claim 1 or 2, 
wherein that the runner is a hot runner. 




15 4. An 1 injection molding method according to claijp*^3^ 
characterized in that the hot runner has a valve gat^^tructure, 
in which k valve gate is closed to close the j^^e after the cut 
punch has moved, 

5. An injection molding rpie^hod according to any one of claims 
1 to 4, characterized^n that a resin molded product having an 
opening is moldeji^y a resin reservoir and the cut punch inserted 
into the re^an reservoir, the resin reservoir being provided so 
as to ^^porrespond to a shape of the opening of the resin molded 
25 preTduct . 
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6. An injection mold wherein a fixed die and a movable die fori 
a cavity into which a molten resin material injected via a ruryier 
provided in the fixed die is introduced from a gate provi^J^ed in 
the fixed die, characterized in that; 

the gate is connected to the cavity through a resin/reservoir 
formed by recessing the fixed die toward the gatej 

a cut punch is provided on the side of the movable die that 
confronts the gate through the resin reservoir, the .cut punch 
being movable so that the cut punch can be inserted into the resin 
reservoir so as to be in slidable contact w4/£h the resin reservoir; 

when the molten resin material 14 being charged into the 
cavity, a distal end of the cut piAch extending in a moving 
direction of the cut punch that is/toward the resin reservoir is 
located between the resin reservoir and the cavity at such a 
position as to open a communicating portion that allows the resin 
reservoir and the cavity to communicate with each other so that 
the molten resin materiafl is introduced into the cavity via the 
resin reservoir; andvmen an inner portion of the resin material 
that is present in thfe resin reservoir is sti-il -molten and a portion 
of the resin mat^erial thereof that is direct contact with the 
cooled dies i/s gradually solidified after the molten resin 
material has-been charged into the cavity and the resin reservoir, 
the cut pmnch moves toward the gate so that the cut punch is 
inserted into the resin reservoir, whereby the cut punch not only 
closes the communicating portion while forcibly pushing the still 
ten resin matej^^l present in the resin reservoir back into 
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the gate, but also cuts the resin^jaftsrtTerial at the communicating 
portion so that a resijiv-ltiolded product formed in the cavity is 
separated frpinr^ resin solidified portion formed in the resin 
re^^^Tvoir. 

7- An injection mold according to claim 6, comprising plural 
pairs of the cavities, the resin reservoirs and the cut punches. 

8. An injection mold according to claim 6 or 7, wherein the 
runner a hot runner. 

9- An Injection mold according to claim 8, wherein the hot 
runner has a valve gate structure . 

10, An injection mold according to any one of claims 6 to 9, 
wherein the injection mold is used to mold a resin molded product 
having an opening and has a resin reservoir ami a cut punch inserted 
into the resin reservoir, the resin reser?7oir and the cut punch 
being provided so as to correspond to -^e^-opening of the resin 
molded product. 



11. An injection mold according to any one of claims 6 to 10 
wherein a depth as viewed in aymoving direction of the cut punch ^^^^ 



in the resin reservoir is lyS to 10 times an opening distance of ^^yX^ 



25 the coininunicating portiori. 
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12. An injection mold accor^ 



:o any one of claims 6 to 11, 



comprising an underp^a^t^por^ on the distal end of the cut punchy | \J^^ 
the underoii^fe^^ortion serving to hold the resin solidified portion 
led in the resin reservoir at the time of mold opening. 
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